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Abstract: In recent decades, in order to replace traditional synthetic polymer composites, engineering
research has focused on the development of new alternatives such as green biocomposites constituted
by an eco-sustainable matrix reinforced by natural fibers. Such innovative biocomposites are divided
into two different typologies: random short fiber biocomposites characterized by low mechanical
strength, used for non-structural applications such as covering panels, etc., and high-performance
biocomposites reinforced by long fibers that can be used for semi-structural and structural appli-
cations by replacing traditional materials such as metal (carbon steel and aluminum) or synthetic
composites such as fiberglass. The present research work focuses on the high-performance bio-
composites reinforced by optimized sisal fibers. In detail, in order to contribute to the extension
of their application under fatigue loading, a systematic experimental fatigue test campaign has
been accomplished by considering four different lay-up configurations (unidirectional, cross-ply,
angle-ply and quasi-isotropic) with volume fraction Vf = 70%. The results analysis found that such
laminates exhibit good fatigue performance, with fatigue ratios close to 0.5 for unidirectional and
angle-ply (±7.5◦) laminates. However, by passing from isotropic to unidirectional lay-up, the fatigue
strength increases significantly by about four times; higher increases are revealed in terms of fatigue
life. In terms of damage, it has been observed that, thanks to the high quality of the proposed
laminates, in any case, the fatigue failure involves the fiber failure, although secondary debonding
and delamination can occur, especially in orthotropic and cross-ply lay-up. The comparison with
classical synthetic composites and other similar biocomposite has shown that in terms of fatigue ratio,
the examined biocomposites exhibit performance comparable with the biocomposites reinforced
by the more expensive flax and with common fiberglass. Finally, appropriate models, that can be
advantageously used at the design stage, have also been proposed to predict the fatigue behavior of
the laminates analyzed.

Keywords: biocomposites; natural fiber; sisal fiber; fatigue; life prediction; S-N curve

1. Introduction

The vital issue of the continued increase in environmental pollution due to industrial
production has led to the emergence of eco-design and the circular economy principle,
where the life cycle of a generic industrial product is extended to its disposal and reuse.
Regarding the production of new structural materials characterized by low environmental
impact [1–18], the scientific community has recently looked for an alternative to polymeric
composite materials reinforced by synthetic fibers, now widely used in various applications
in both industrial and construction sectors. As an example, interesting applications of
hybrid pultruded composites under fatigue loading, have been developed in [19] by
considering rods for bridge engineering, exhibiting a high fatigue ratio; also, efficient
bending processes of novel glass fiber-reinforced polypropylene bending bars have been
developed in [20] to improve the mechanical performance of composite bars to be used to
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replace classical steel bars in generical civil applications or in applications governed by
high marine corrosion due to saltwater and chlorides [21]. The so-called high performance
biocomposites [22–31], consisting of low environmental impact matrices reinforced by
long natural fibers (renewable materials), are an attractive green alternative to traditional
materials, thanks to their low density and high mechanical-specific properties that are in
general comparable or superior to those of common metals such as steel and aluminum, or
common composites such as fiberglass [1–3].

A notable research activity is reported in the literature regarding the development and
the mechanical characterization of polymer composites reinforced by natural fibers such as
flax, cotton, kenaf, sisal, etc. Generally, the higher mechanical properties have been obtained
by using vegetable fibers with higher cellulose content and microfibrils more aligned in the
direction of the fiber, as is the case of flax, hemp, kenaf, sisal, jute and ramie. However, the
properties of a single fiber commonly depend on several intrinsic factors, such as shape,
size, orientation and thickness of the cell walls [4]. The majority of studies reported in
the literature mainly concern the development of proper production techniques for these
innovative materials and their mechanical characterization, fundamentally by considering
only static loading service conditions. Although fatigue service conditions are the most
common, especially for structural materials, only very few works have investigated the
behavior of biocomposites reinforced by plant fibers under fatigue and/or dynamic service
loading [6–12]. In more detail, such studies have shown that the fatigue strength increases
with both the volume percentage of long fibers and the fiber-matrix adhesion. Furthermore,
the fatigue behavior of these materials is characterized by good fatigue ratios, generally
close to 0.5, essentially related to the quality of the biocomposites (void fraction, etc.)
as well as to the environmental parameters (humidity, etc.) that can influence the fiber-
matrix adhesion.

Sufficient data are available from multiple sources dealing with the fatigue life of epoxy
composites reinforced by flax fibers to enable predictive analysis of several commonly used
long fiber lay-up and random short-fiber composites [5].

Also, Liang et al. in [6,7] carried out experimental investigations on flax/epoxy resin
samples under tension–tension fatigue loading by varying the stacking sequence and
compared the results with the similar epoxy glass-fiber composites. The results showed an
excellent adaptation to the Wöhler linear model and, in terms of fatigue strength, values
comparable with those of glass-fiber composites at stress levels below 64 MPa. In addition,
thanks to the lower specific weight of flax, the specific fatigue strength comparison reveals
that the flax fiber composites have better fatigue strength.

In [8], the fatigue damage mechanisms of unidirectional flax composites have been
analyzed, and crack propagation has been monitored through infrared thermography.

In [9], Bensadoun et al. have highlighted how the flax composites with architectures
that lead to higher stiffness and strength (accurate alignment of fibers to the load direction)
also show an increased fatigue life, delayed damage initiation and a reduced damage
propagation rate.

In [10], Gassan demonstrated that fiber-matrix adhesion significantly affects the fatigue
behavior of polyester composites reinforced by flax and jute fibers.

Between the works focused on hemp fiber composites [11–14], in [11] the authors have
been the first to fatigue characterize epoxy composite materials reinforced by hemp fiber
fabrics, thoroughly analyzing the damage mechanisms.

At the same time, Yuanjian and Isaac [12] have studied the fatigue behavior of a
hemp/polyester composite and compared it with a glass/polyester composite with compa-
rable results; despite having a lower absolute fatigue strength, hemp fiber composites have
shown higher fatigue ratios.

Towo and Ansell [15] have characterized fatigue thermosetting composites (polyester
and epoxy) reinforced by untreated and NaOH-treated sisal fiber bundles. The results of
fatigue tests have shown improvement in the fatigue life of composites following alkali
treatment of sisal fiber bundles.
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In [16,17], it has been found that the stiffness of vegetable fiber composites (jute,
flax and hemp) decreased substantially (up to 50%) at low cycles applied, stabilizing later.
However, systematic fatigue tests carried out also on glass fiber composites have shown that
the stiffness variation of plant fiber composites is less than that of glass fiber composites.

Recently, in [18], through the hybridization of flax biocomposites with other synthetic
fibers (glass, carbon and kevlar), the authors have demonstrated that hybridization opens
new possibilities of controlling fatigue and fracture properties of composites. Successive
studies are necessary to accurately describe such interesting effects.

In the present work, in order to characterize the actual fatigue behavior of an interest-
ing class of high-performance biocomposites (static tensile strength up to about 500 MPa)
made by a “green epoxy” matrix reinforced with optimized long sisal fibers, a systematic
campaign of experimental fatigue tests (tension–tension with stress ratio R = 0.1) was
carried out by considering four different lay-up configurations (unidirectional, cross-ply,
angle-ply and quasi-isotropic) commonly used in practical industrial and civil structural
applications. As briefly mentioned above, such high-performance biocomposites have
already been widely characterized by the same authors by considering different static
loading conditions (tensile, compressive, shear, etc.), low velocity impact, fracture propa-
gation and severe environmental conditions (aging tests). In detail, sisal fibers have been
selected because among the various natural fibers (flax, hemp, juta, etc.), they are charac-
terized by several important advantages such as high availability in world trade (about
4.5 million tons of agave fibers is produced worldwide every year), short renewal time,
possibility of exploiting marginal lands (it is in practice a weed that does not subtract fertile
terrains from agricultural crops), good strength and stiffness, low cost (about 0.3 €/kg),
good adhesion with many polymer matrixes, the lowest specific cost in terms of stiffness
(about 25 €/GPa.ton), a fibrillar structure that makes it the natural fiber with the highest
toughness, comparable with that of glass fibers.

2. Biocomposite Materials

As mentioned above, the biocomposite laminates considered in the present work
are composed of a green epoxy matrix reinforced with optimized sisal fibers, whose
characteristics are reported in detail in the following sections.

2.1. Green Epoxy Matrix

The matrix used for the manufacturing of the biocomposite laminates considered in
the present work is a green epoxy resin (partial biobased epoxy), produced by American
Entropy Resin Inc., called SUPERSAP CLR with SuperSap INH Hardener (San Antonio,
CA, USA). Such an epoxy resin is produced by using an ecofriendly manufacturing process
through green chemistry, sustainable raw materials and efficient manufacturing, conserving
energy, minimizing harmful byproducts and reducing greenhouse gas emissions of resins
and hardeners. Using Life Cycle Assessment (LCA), the producer has demonstrated how
SUPERSAP CLR significantly reduces the environmental impact of the products. As shown
in previous studies by the same authors [22,25,26,29], this resin has good mechanical charac-
teristics and good adhesion with the optimized sisal fibers, as demonstrated in [24,27]. This
matrix exhibits an almost linear elastic behavior, with the following main characteristics:
density ρm = 1.05 g/cm3, tensile strength σm,R = 50 MPa, Young’s modulus Em = 2.5 GPa
and tensile stress strain εm,R = 2.5%.

2.2. Natural Reinforcement

The sisal fibers used in the manufacturing of the high-performance biocomposite
considered in the present work are extracted from the middle third of mature leaves of
agave sisalana plants. As it is well known, agave sisalana is a plant belonging to the family
of Agavaceae that has elongated pulpy leaves, each reinforced by about a thousand straight
fibers arranged longitudinally and concentrated on the perimeter (structural fibers) to form
an actual sandwich structure.
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Similar 800–1000 mm long sisal fibers are supplied by Mellau-Teppich Lotteraner,
Wüstner GmbH & Co KG (Austria) and obtained from South American plantations. Sisal
fibers have a characteristic yellow color (see Figure 1a) and have a specific weight of
14.5 kN/m3, significantly lower than that of all synthetic fibers (from approximately
17 kN/m3 of the lighter aramid fibers to about 27 kN/m3 of the less light glass fibers). For
the purpose of maintaining a high degree of renewability, the sisal fibers have only been
subjected to manual cleaning and successive drying without any surface treatment.
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The technical (structural) sisal fiber typically comprises many sub-fibers with a diame-
ter varying from 6 to 30 µm. It has a typical horseshoe cross-section (see Figure 1b) with a
mean apparent diameter of 150–200 µm (monofilament), different from the usual synthetic
fiber diameter (10–12 µm) of the “multi-filament” fiber used in traditional polymer matrix
composites (PMCs).

Taking into account the potential variability of the mechanical properties of natural
fibers with the particular batch considered, the elastic properties of the fibers used in
this work have been determined through specific single fiber tensile tests, carried out in
accordance with the ASTM D3822 [32] standard by using an INSTRON 3367 universal
testing machine.

For the batch of fibers used in this study, longitudinal tensile strength values averaging
about 680 MPa and a Young’s modulus of about 40 GPa have been obtained.

The biocomposite laminates have been manufactured using a unidirectional stitched
fabric (see Figure 1c) preliminarily made in the laboratory. In detail, high-quality sisal-
stitched fabrics have been implemented through a complex manual process of stretching the
fibers, accurate alignment and stitching using an automatic sewing machine. Unidirectional
sisal fabrics with a specific weight of about 220 g/m2 have been obtained.

2.3. Manufacturing of the Biocomposites

By using the above-described green epoxy resin and the unidirectional stitched fabrics
made in the laboratory, the four different biocomposite laminates have been manufactured
through hand lay-up and a subsequent optimized compression-molding process followed
by a proper post-cure process. In detail, a suitable mold of 260 mm × 260 mm (see Figure 2a)
and a hydraulic press of 100 tons (see Figure 2b). In detail, the initial impregnation of sisal
fabrics inside the mold has been carried out in an excess of resin, and the final fiber volume
fraction, Vf = 70%, has been obtained by adjusting the final thickness tp of the biocomposite
panel under pressure to the equivalent thickness of the fabrics tf in accordance with the
simple relationship:

tp =
t f

Vf
(1)

t f =
v f

Am
(2)
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where and vf and Am are the total volume of the fibers and the area of the mold, respectively;
as highlighted in Figure 2b, the excess resin leaks out of the mold during the compression-
molding process. To obtain high-quality biocomposite laminates with a low void percentage
(see Figure 2c), the production of the unidirectional and angle-ply biocomposites with
Vf = 70% has been performed by using the optimal gelling time and cure pressure provided
in [27]. In more detail, a gelling time tg = (0.247 + 1.769 Vf

5.34) h and a curing pressure
pc = (42.4 Vf

5.45) MPa, have been used. Also, as suggested by the matrix supplier, all the
biocomposite panels obtained have been subjected to a post-curing process at a controlled
temperature of 80 ◦C for 120 min.
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Figure 2. (a) Hand lay-up, (b) hydraulic press for compression-molding and (c) sisal biocomposite
laminates obtained by the described optimal manufacturing process.

Table 1 shows the actual different stacking sequences used for the four types of
analyzed biocomposite laminates. In particular, four different long fiber lay-ups, consisting
of 16 oriented laminae with Vf = 70% have been manufactured: unidirectional (UD), cross-
ply (CP), braided-ply (BP) and quasi-isotropic (QI).

Table 1. Lay-ups of the four implemented biocomposites.

Laminate Acronimus Lay-up

Unidirectional UD [0]16

Cross-ply CP [(0/90)4]s

Braided-ply BP [(±7.5)4]s

Quasi-isotropic QI [(0/±45/90)2]s

In detail, the braided-ply lay-up has been considered because the literature [33,34]
indicates that similar laminates with reduced angles of misalignment (included between
±5◦ and ±10◦) can exhibit better fatigue performance than unidirectional laminates due to
the lower transversal deformation, which corresponds to lower transversal fatigue.

3. Experimental Test Methods
3.1. Static Tensile Tests

In order to evaluate the tensile strength of each biocomposite laminate (UD, CP, BP,
QI) considered, preliminary static tensile tests have been carried out in accordance with the
proper standard ASTM D3039 [35]. After bonding proper aluminum tabs in all the tensile
specimens (five for each laminate) having dimensions of 25 mm × 250 mm × 3 mm, the
tensile tests were performed under displacement control at a standard head displacement
rate of 2 mm/min. by using an MTS 810 servo-hydraulic test machine instrumented by
an extensometer.
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3.2. Fatigue Tests

The fatigue tests on biocomposite specimens similar to those described above for the
tensile tests have been carried out by using the same servo-hydraulic test machine used
for static tests. In more detail, all the rectangular test specimens (see Figure 3a) have been
cut by using a circular saw, and the surfaces near the short edges have been properly
roughened with sandpaper to avoid possible sliding of the specimens with respect to the
grips (see Figure 3b).
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Based on static tensile strengths obtained by the preliminary static tensile tests, all the
fatigue tests were performed for each laminate by considering four stress levels equal to
80%, 70%, 60% and 50% of tensile strength, respectively; for each laminate, three tests for
each stress level have been carried out. The stress level of 40% of tensile strength has been
further investigated for cross-ply and quasi-isotropic laminates. A loading frequency of
5 Hz, which ensured the absence of overheating phenomena due to mechanical hysteresis
of the material, and a stress ratio of R = 0.1 (tension–tension), have been used. The fatigue
tests have been carried out in load control by monitoring the stiffness as the number of
cycles varies to evaluate the damage’s evolution and the achievement of the fatigue limit
condition, corresponding to the initial stiffness reduction of 30%.

4. Analysis of Results and Damage Evaluation
4.1. Static Mechanical Properties

The following Figure 4 shows the average curves obtained from the five tensile tests
performed for each type of laminate considered. It is seen how unidirectional and braided-
ply biocomposites exhibit linear elastic behavior until failure; in detail, as expected because
of the good alignment between fibers and loading axis, unidirectional laminates show the
higher tensile strength, between 465 MPa and 500 MPa, with a mean value of 465 MPa,
whereas the braided-ply (±7.5◦) laminates show tensile strength between 300 and 350 MPa,
with a mean value of 326 MPa. It confirms how small angles of fiber-load misalignment
significantly reduce the static tensile strength of the laminate due to initiating a primary
shear damage mechanism that precedes the fiber failure, as it can be observed in Figure 5.

The tensile curves relating to the CP and QI laminates highlight instead that such lay-
ups exhibit an initial linear elastic phase followed to an elastic-plastic behavior (stiffness
decreasing with the load) until failure. Due to the presence of fibers not aligned with
the loading axis, the tensile strength values for these types of laminates, equal to about
265 MPa (CP) and 160 MPa (QI), are both significantly lower than those of the unidirectional
laminate, with a decrease of about 40% and about 65% for the cross-ply and quasi-isotropic
laminates, respectively.
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The same qualitative trend is evident for the value of the longitudinal Young’s mod-
ulus, which, for the unidirectional laminate, having all the fibers aligned with the load,
assumes values between 25 and 33 MPa (average value equal to approximately 29 GPa),
while for the BP, CP and QI laminates, also having fibers not aligned with the applied load,
it reduces by around 20%, 40% and 60%, respectively. In terms of failure strain in practice,
the same values are observed for all the examined lay-ups, being such a parameter directly
related to the final strain failure of the fibers.

In summary, Table 2 shows the mean ultimate tensile strength and the relative standard
deviations of the analyzed biocomposite laminates, as well as the mean longitudinal
Young’s modulus and the mean longitudinal failure strain.

Table 2. Average mechanical properties of the various considered biocomposite laminates.

Laminate

UD BP CP QI

Ultimate Tensile Strength σL,R [MPa]
SD of the Ultimate Tensile Strength [MPa]

465.8
17.7

326.4
15.9

271.2
25.7

161.5
9.3

Young’s modulus EL [GPa]
SD of the Young’s modulus [GPa]

26.4
1.08

20.1
0.94

16.9
2.41

11.4
0.84

Failure Strain εL,R [%]
SD of the Failure Strain [%]

1.9
0.11

1.8
0.10

2.2
0.24

1.8
0.06
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Such mechanical performances are in good accordance with those obtained by the
authors in previous works [22,26,28], confirming the high quality and repeatability of the
manufacturing process used.

The analysis of standard deviations shows that, typically, the scattering of the me-
chanical properties of these laminates is around 6%, i.e., it is comparable with that of
synthetic fiber-reinforced composites and other technical materials. The relatively high
scattering values (standard deviations of about 20% or higher) typically found in the single
fiber tests are not detected at all because the scattering of the laminate properties does not
refer to the single fiber properties but, if anything, to the scattering of the mean value of
the thousands of fibers that constitute each specimen. It is easy to demonstrate that the
scattering of the mean value of samples constituted by several thousands of elements tends
to negligible values so that it is easy to understand that the scattering of the properties of
the specimens is not related to the scattering of the single fibers at all but to the amount and
distribution of the main defects. Consequently, although the scattering of the mechanical
performance of the natural fibers is, as expected, always higher than that of synthetic fibers,
the scattering of the materials reinforced by natural fibers is not higher than that of the
materials reinforced by synthetic fibers because in both cases the actual scattering is related
to the distribution of the defects and not to the scattering of the single fiber properties.

Figure 5 shows the damage observed experimentally at the end of the static tensile
tests for each of the four laminates analyzed.

From Figure 5, it is seen how the unidirectional biocomposite (UD) tensile failure
is characterized by the longitudinal failure of the fibers without premature appreciable
debonding or fiber pull-out phenomena. It is also seen how the transversal propagation
of the failure surface is accompanied by secondary debonding phenomena caused by the
propagation of the primary transversal cracks along the fiber-matrix interface.

The tensile failure of the BP specimens is manifested as the result of shear matrix failure
between the ±7.5◦ oriented fibers and subsequent fiber failure with evident phenomena of
fiber-bridging.

Considering the damaged zone of the CP and QI biocomposite laminates shows that
the damage processes occur progressively with preliminary failure of the transverse laminae
(90◦) and then of the laminae oriented at 45◦ (in the case of QI lay-up), with appreciable
bridging phenomena, followed by the laminae failure oriented with the load (0◦) due to
longitudinal failure of the fibers.

As expected, instead, the mechanism of failure of the CP laminates is similar to that
of the UD laminates, but now it is limited to the longitudinal laminae and follows the
preliminary transversal failure of the transversal laminae. Finally, the damage mechanisms
of the QI laminate are, in practice, the superposition of the damage mechanisms observed
into CP and BP laminates, i.e., the transversal failure of the transversal laminae, followed by
the damage mechanism of the BP laminae limited to the ±7.5◦ oriented laminae, followed
again by the final damage of the longitudinal laminae that occurs as in the UD laminates
observed above.

4.2. Fatigue Life

According to the classical literature on composites [36,37], the application of fatigue
loading to a generic fiber-reinforced material leads to progressive damage, initially due
to microcracking of the transversal laminae, followed by the fatigue damage of the inter-
face and then of the fibers. To these damage phenomena, a progressive reduction in the
laminate stiffness occurs. For this reason, for most synthetic fiber-reinforced composite
materials, a reliable parameter to evaluate the current health under fatigue load is the
so-called percentage damage parameter D, defined by the relative variation vof the Young’s
modulus, i.e.,

D(N) = 100
E0 − E(N)

E0
(3)
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where E0 is the initial longitudinal Young’s modulus, whereas E(N) is the same Young’s
modulus after N fatigue cycles. The following Figure 6 shows such damage parameter vs.
the fraction of fatigue cycles defined by the ratio between the current fatigue cycles N and
the final fatigue cycles Nf, for each of the four laminates considered, for a maximum stress
level equal to 60% of the static tensile strength.
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From Figure 6, it can be observed how for the UD and BP laminates (fibers almost
aligned with the applied load), the damage has an increasing trend up to approximately
15% of the fatigue life, with modest damage values, always less than about 5%, followed
by a significant plateau of constant damage; the best performance is exhibited by the
BP laminates, with constant damage up to about 85% of the fatigue life (the damage
increases instead from about 65% of the fatigue life for UD laminates). For both laminates,
a rapid damage evolution occurs in the last 15% of the fatigue life. In other words, for
these laminates characterized by a sufficient alignment between load and fibers, the initial
degradation corresponds to the damage of the weaker fibers, resulting in a proportional
decrease in stiffness. It follows a relatively long period of fatigue defect nucleation inside
the fibers with constant stiffness, followed by a final period characterized by the fiber
damage with a rapid decrease in the stiffness, i.e., with a significant acceleration of the
laminate damage prior to failure.

In the case of the BP laminate, the reduction in stiffness is quite negligible (about 2%)
thanks to the appreciably bridging phenomena produced by the misaligned fibers that
limit the initial fiber damage. Such effects also lead also to a longer plateau with negligible
fatigue damage.

The fatigue behavior is instead quite different for cross-ply (CP) and quasi-isotropic
(QI) laminates, also being influenced by the non-aligned laminae (at 90◦ and ±45◦).

In more detail, for the CP laminates, the damage curves have an initial period (up
to about 40% of the fatigue life) characterized by a decreasing slope that corresponds to
the fatigue damage of the transversal laminae with a stiffness decreasing of about 15%; it
follows a second period (up to about 90% of the fatigue life) with almost constant damage
(plateau) that corresponds to the nucleation of fatigue defects on the fibers of the aligned
laminae, nucleation that leads to the final period characterized by the fatigue fiber failure,
which corresponds to a curve having a rapid increasing slope, until failure.

Finally, the BP laminates exhibit the more complex stiffness degradation curve, being
constituted by a first little period (up to 20% of the fatigue life) characterized by an increas-
ing slope with limited damage (up to about 5%) related to the transversal laminae, followed
by a relatively long period corresponding to the progressive damage of the ±45% laminae
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(characterized by a quite constant slope) that, along with the contemporary nucleation of
the defects on the fibers of the longitudinal laminae, leads to the final period (last 10% of the
fatigue life) characterized by the typical rapidly increasing slope up to the laminate failure.

It is important to highlight how the fatigue life of the analyzed laminates corresponds
in practice to the evolution of the stiffness degradation until about 25%; such a value is not
very different from that observed for synthetic fiber composites (about 30%).

From a quantitative comparative examination of the curves in Figure 6, it is possible to
conclude that the best fatigue performances are shown by the BP laminate. For this lay-up,
about 85% of the fatigue life passes with negligible damage, not exceeding 2.5%. However,
because the static strength of the BP laminates is inferior to that of the UD laminates, as it
can be in the following fatigue curves (Figure 7), the absolute fatigue performance of the
UD is higher than that of the BP.
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Figure 7 shows the classical fatigue curves for the four laminates considered, obtained
by linear interpolating the experimental data reported in a classic S-N lifetime diagram.

From the analysis of the fatigue curves (see Figure 7), it can be immediately observed
that they can be accurately approximated by the semi-logarithmic linear model represented
by the well-known equation called modified Wohler law [33,34]:

σmax = a + b log
(

N f

)
(4)

where a and b are two constants which, assuming that the material has a fatigue limit σF at
106 cycles, would theoretically take the static tensile strength value σL,R and (σF − σL,R)/6,
respectively. Unfortunately, because the behavior at low fatigue cycles is different from that
at high fatigue cycles, the two constants a and b have always been accurately determined
by considering the test results for high fatigue cycles, i.e., for Nf > 103. The values thus
defined for the four biocomposites considered have been reported in Table 3.

From Figure 7, it is seen that for fatigue at the high number of cycles (>103 cycles),
the best absolute performances are exhibited by the UD laminates, which have a fatigue
strength at 106 cycles of about 220 MPa; it follows the BP laminates with a lower fatigue
strength of more than −30% (about 150 MPa), then the CP laminates with a fatigue strength
of about 115 MPa (about −50% compared to laminate UD); finally, the QI laminate with a
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fatigue strength of about 65 MPa (−70% compared to UD laminate) is that with the lower
fatigue performance.

Table 3. Static strength, fatigue limit and fatigue ratios of the analyzed biocomposites.

Lay-up σL,R
[MPa]

σF
[MPa]

Fatigue
Ratio

a
[MPa]

b
[MPa] a’ b’

UD 465.8 217.2 0.47 594.1 −62.8 1.275 −0.134

CP 271.2 114.7 0.42 308.8 −32.3 1.139 −0.119

BP 326.4 152.7 0.47 371.6 −36.5 1.138 −0.112

QI 161.5 64.2 0.4 193.7 −21.6 1.198 −0.133

Table 3 shows the values of static strength (σL,R), fatigue limit (σF) at 106 cycles,
characteristic fatigue ratio (σF/σL,R) and constants a and b for the different laminates.

Notably, the highest fatigue ratios, approximately 0.5, close to the commonly observed
values for technical metals and GFRP, were exhibited by laminates with fibers aligned
with the load (UD and BP). Also, relatively good fatigue performances are exhibited by
the CP and QI laminates, with values of the fatigue ratio close to or slightly higher than
0.4. However, all these values are very interesting for structural and semi-structural
applications: the unidirectional lay-up allows the user to obtain biocomposites for one-
dimensional structures (beams, etc.) with a fatigue strength comparable to that of standard
structural steels (220 MPa). The UD lay-up can be advantageously replaced by the BP lay-up
in the presence of a limited transversal fatigue load, whereas the CP lay-up has to be used
for biaxial fatigue loading, and the QI or equivalent random lay-up with discontinuous
fibers (MAT) has to be used for the generic application of reinforced plastics under variable
loading; the fatigue strength of QI (65 MPa) is, in fact, more than the value of the static
strength of the simple matrix and about five times superior to its fatigue strength (about
20% of the static strength).

To allow a comparison of the fatigue behavior of the different laminates, it is helpful
to verify the trend in the non-dimensional fatigue curves corresponding to the model
represented by the following equation:

σmax/σL,R = a′ + b′ log
(

N f

)
(5)

The following Figure 8 shows the trend in these curves for the four different laminates
considered in this study.

Figure 8 allows the evaluation of a given material’s fatigue performance concerning its
static performance. It has been possible to observe how, in a low number of cycles (around
103 cycles and up to 104 cycles), CP laminates perform less than QI laminates, which in turn
are less fulfilling than BP and UD. It has also been significant to observe that for the high
number of cycles (around 106), the relative performance of BP (±7.5◦) laminates exceeds
that of unidirectional (0◦). The interpolation of the experimental data for the four different
laminates with Equation (3) gives the values of the coefficients a’ and b’ reported in Table 3.

Since, in general, Equations (4) and (5) do not describe fatigue behavior at low fatigue
number of cycles (Nf < 103), as it is also the case for biocomposites examined, that is, they
adapt well to the experimental data for high fatigue cycles but do not converge to static
strength, several complete models able to represent both the low and the high fatigue
behavior have been proposed in the literature. However, in the literature [38], the following
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model of the S-N curve of Kim and Zhang [38] has been evaluated as the most suitable for
the fatigue life of composite materials:

σmax = σL,R

α(β − 1)
(

N f − N0

)
σL,R

−β
+ 1

1/(1−β)

(6)

where α, β are the model fitting parameters, and the term N0 is used to adjust the initial
number of cycles for the failure point of the first cycle.
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However, in [11], Vasconcellos et al. pointed out that the following model proposed
in [39] by D’Amore et al. for synthetic fiber composites can also be used for the complete
prediction of fatigue life (low cycles and high cycles) of biocomposites reinforced with
hemp fibers:

σmax =
σL,R

α′
(

Nβ
′

f − 1
)
(1 − R) + 1

(7)

where α and β are the model fitting parameters and R is the stress ratio.
The following Table 4 shows the values of the constants describing the complete fatigue

behavior of the biocomposites considered according to the models previously reported.

Table 4. Model fitting parameters according to the Kim and Zhang and D’Amore et al. models.

Kim and Zhang D’Amore et al.

Lay-up α β α’ β’

UD 2.292 −1.697 0.0067 2.9423

CP 0.7121 −0.343 0.0217 2.3878

BP 0.7448 −0.352 0.0228 2.2210

QI 2.3420 −0.624 0.0149 2.6401

In order to compare the different models of the S-N curves reported, Figure 9 shows
the relative curves obtained with the model proposed by Kim and Zhang with Equation (6)
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and that of D’Amore et al. with Equation (7) for each lay-up, superimposed on the classic
model of Equation (4) and the respective experimental points.
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From Figure 9, it is possible to notice how the model of Kim and Zhang and the
model of D’Amore et al. both provide a good approximation of the fatigue behavior for all
examined biocomposites, from the case of static load (Nf = 1) to the conventional fatigue
limit at Nf = 106 cycles. In more detail, better correspondence with the experimental data
is observed with the model proposed by D’Amore et al. in the case of UD laminates. The
difference between the two models, instead, is negligible in the other cases of CP, BP and QI
angle-ply laminates. Therefore, it is possible to state that the model proposed by D’Amore
et al. can be valid for predicting fatigue behavior for any stress level and for all possible
lay-ups of high-performance sisal fiber biocomposites considered.

Concerning fatigue damage mechanisms, as mentioned above, it is possible to state
that the experimental analysis has shown that these are not very different from the
mechanisms observed in static loading conditions. For the four lay-ups considered,
Figure 10 shows the images of the damaged specimens at the different percentage stress
levels applied.

From Figure 10a, it is seen how the fatigue damage mechanism of UD laminates
essentially involves the progressive failure of the fibers, most of which occurs in the last part
of the fatigue life with unavoidable secondary (due to the obvious crack propagation at the
interface of the initial orthogonal matrix crack) debonding phenomena. It is in practice the
same damage mechanism previously observed in the presence of static loading; however,
the absence of appreciable micro-cracking phenomena, which typically occur in the fatigue
of similar materials in the presence of matrix defects (voids, inclusions), essentially confirms
the excellent quality of the analyzed biocomposite laminates. Similar damage mechanisms
are observed for BP laminates, as shown in Figure 10c, which shows the images of the
damaged specimens at different applied maximum stress levels. In detail, it is crucial
to observe how BP laminates have more limited fiber-matrix debonding mechanisms
compared to UD laminates, the propagation of these phenomena being prevented by the
interweaving of inclined fibers (bridging), which generally contrasts the transversal failure
mechanisms that can lead to early failure of the laminate. From Figure 10b, it can be
observed that for the cross-ply configuration, fatigue damage occurs, as already marked
based on the variations of tensile stiffness of the specimens (see Figure 6), for the subsequent
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failure of the orthogonal laminae and therefore of the longitudinal ones. Also, in the case
of QI laminate (see Figure 10d), as already observed based on the variations in tensile
stiffness of the relative test specimens (see Figure 6), the fatigue damage is progressive
due to subsequent failure of the orthogonal laminae (25% of the total laminae), then of the
laminae to ±45◦ (50% of the total laminae) and finally of the longitudinal ones (last 25%).
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5. Comparison with Other Natural and Synthetic Fiber Composites

In order to compare the fatigue performance of the analyzed biocomposites analyzed
with those of other composite materials reinforced by natural and synthetic fibers, the
principal results available in the literature for these materials have been reported in Ta-
ble 5. In detail, for each considered laminate composite, Table 5 shows the laminate type
(fiber/matrix), the lay-up, the fiber volume fraction Vf, the static tensile strength, the fatigue
strength limit value at 106 cycles, and the relative characteristic fatigue ratio (σF/σL,R).

Table 5. Comparison of the fatigue performances of the analyzed biocomposites with those of other
composites reinforced by natural and synthetic fiber reported in the literature.

Laminate Lay-up Vf
[%]

σL,R
[MPa]

σF (106 Cycles)
[MPa]

Fatigue
Ratio Refs.

Sisal fiber biocomposites (from present work)
sisal/green epoxy [0]16 70 465.8 217.2 0.466 current work
sisal/green epoxy [0/90]4S 70 271.2 114.7 0.423 current work
sisal/green epoxy [±7.5]4S 70 326.4 152.7 0.468 current work
sisal/green epoxy [0/±45/90]2S 70 161.5 64.2 0.398 current work
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Table 5. Cont.

Laminate Lay-up Vf
[%]

σL,R
[MPa]

σF (106 Cycles)
[MPa]

Fatigue
Ratio Refs.

Other natural fiber composites (from literature)
flax/polyester [0]4 27 263.3 114.6 0.485 [17]

flax/epoxy [0]12 43 318.0 115.2 0.632 [6,7]
flax/epoxy [0/90]3S 43 170.0 51.2 0.301 [6,7]
flax/epoxy [±45]3S 43 79.0 41.1 0.520 [6,7]

hemp/poliester [0]4 36 171.3 83.1 0.485 [17]
hemp/epoxy [0/90]7 36 113.0 41.5 0.367 [11]
hemp/epoxy [±45]7 36 66.0 31.7 0.480 [11]
juta/poliester [0]4 32 175.1 85.3 0.487 [17]

Synthetic fiber composites (from literature)
glass/epoxy [0]5 30 570.0 205.1 0.360 [40]
glass/epoxy [0/90]3S 43 380.0 111.6 0.294 [6,7]
glass/epoxy [±45]3S 43 103.0 42.8 0.415 [6,7]

carbon/epoxy [0]12 64 1934.0 1150.0 0.595 [41]
carbon/epoxy [±45]2S 58 188.7 101.7 0.539 [36]

For a more immediate comparison of the fatigue performance of the composites
considered in Table 5, in Figure 11, the relative values of the fatigue ratio (σF/σL,R) have
also been reported through a bar graph.
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Figure 11. Comparison of the fatigue ratio of the analyzed biocomposites with that of other composites
reported in the literature [6,7,11,17,36,40,41].

Obviously, the comparison refers to composite materials having different fiber volume
fractions; that is, a parameter that can significantly influence the fatigue performance of a
fixed material, which in general is also strictly related to the specific manufacturing method
(pultrusion, compression-molding, hand-layup, etc.), as well as to the particular matrix
used (thermoplastic, thermosetting), so it is a characteristic of the materials. However, the
comparison considers the fatigue ratio, which introduces it to a sort of normalization, being
in practice the ratio between fatigue performance and static performance related strictly
to Vf.
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First of all, from the analysis of the values reported in Table 5 and in Figure 11, it
is possible to observe how the high-performance sisal biocomposites analyzed in the
current work (green columns, fatigue ratio between about 0.4 and 0.5) exhibit fatigue ratios
comparable to those of the natural fiber biocomposites (flax, hemp and juta) reported in
the literature (blue columns, fatigue ratios between 0.3 and 0.52). With reference to the
synthetic composites instead, it is possible to observe how the analyzed biocomposites
have fatigue ratios higher than those of fiberglass composites (fatigue ratio in the range
of 0.3–0.4), whereas, as expected due to the high stiffness of carbon fibers, higher fatigue
ratios are exhibited by high-cost carbon fiber composites.

For a more detailed comparison, in Figure 12, the normalized S-N curves of the best
performing composites, i.e., of the analyzed UD biocomposites and the unidirectional
composites considered in Table 5, have been reported.
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From Figure 12, it is clear how the fatigue behavior of the UD sisal fiber biocomposite
at low numbers of cycles performs better than all the other considered composites, included
carbon composites characterized by their high cost and environmental impact. This very
interesting result, that is maintained up to about 104 fatigue cycles, is due to the sub-fibrillar
structure of the sisal fiber (very similar to that of aramidic fibers) that leads to high failure
energy and high fracture strength. Unfortunately, the relatively reduced stiffness of the
analyzed biocomposites leads to the loss of such an advantage for very high fatigue cycles
(more than about 3 105 fatigue cycles) with respect to the high-quality, more stiff natural
fibers such as flax, etc.

It is interesting to note that at high fatigue cycle numbers, as with other natural fiber
biocomposites, the biocomposites developed in the present work exhibit fatigue ratios
that are significantly higher (about +27%) than those of traditional fiberglass-reinforced
composites; such results confirm how the proposed high-performance biocomposites can be
advantageously used to replace common fiberglass not only in terms of static loading [27],
impact [26] and fracture [25], but also in terms of fatigue loading.

6. Conclusions

Taking into account that the four different high performance (tensile strength included
between 161.5 and 465.8 MPa) lay-ups considered in the present work, i.e., unidirectional
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([0]16), cross-ply([(0/90)4]s), braided-ply([(±7.5)4]s) and quasi-isotropic ([(0/±45/90)2]s),
are able to represent practically all the different stacking sequences that are potentially
usable in the ordinary industrial design of structural components subject to static and/or
fatigue loading, it is possible to state that:

• The laminates exhibit a good fatigue performance, with fatigue ratios close to 0.5 for
unidirectional and angle-ply (±7.5◦) laminates and close to 0.4 for cross-ply and quasi-
isotropic laminates. Interestingly, the absolute fatigue strength values at 106 cycles are
equal to about 220 MPa, 150 MPa, 115 MPa and 65 MPa, respectively, for unidirectional,
braided-ply, cross-ply and quasi-isotropic lay-up.

• Such fatigue performances are comparable to those of ordinary structural steels and
are better than those of different aluminum alloys; consequently, the UD laminates
can be used to advantageously replace steel and aluminum in structural applications
related to components subject to both static and fatigue loading.

• Unlike described in the literature in relation to synthetic fiber composites, although
the braided-ply layup exhibits the best relative fatigue behavior (negligible damage
until 85% of the fatigue life), it does not provide the best absolute fatigue strength due
to the significant relative reduction in the static strength.

• Interestingly, the fatigue strength of 150 MPa of cross-ply laminate indicates that such
lay-up can be widely exploited in the design of structural and semi-structural me-
chanical components subject to biaxial fatigue loading, as does the fatigue strength of
65 MPa of the quasi-isotropic laminate, which is about 4–5 times the fatigue strength of
the matrix alone, indicating that such laminates (or equivalent random discontinuous
fiber configurations, the so-called MAT) can be advantageously used to replace plastics
in the presence of generic fatigue loading.

• Appropriate models for predicting fatigue behavior at high and low numbers of cycles
have been proposed.

• The comparison with both natural fiber and synthetic fiber composites reported in the
literature has highlighted that at “low cycles number” fatigue the analyzed biocom-
posites exhibit better performance than all the comparable composites reported in the
literature, also including high-cost and high-environmental impact carbon composites.
Such an advantage is preserved up to about 3 105 cycles for all other composites, and
it is lost for higher fatigue cycles with respect to high-cost and high-stiffness natural
fiber biocomposites.

• The fatigue performances of the analyzed biocomposites are always superior to those
of the common fiberglass; such a result confirms previous results that have already
been reported in the literature by the same authors, which show in detail that the
proposed high-performance biocomposites can be advantageously used to replace
common fiberglass in order to increase the use of green materials.

To further improve the fatigue strength, several successive studies could be imple-
mented by considering: (a) the introduction of green filler (biochar, etc.) to further im-
prove further fiber–matrix adhesion, (b) surface hybridization to reduce the environmental
effects, especially for outside applications and (c) the use of thermoplastic matrixes to
increase recyclability.

Author Contributions: Conceptualization, B.Z.; methodology, B.Z.; software, C.M. and F.B.; vali-
dation, C.M., F.B. and B.Z.; formal analysis, C.M. and F.B.; investigation, C.M. and F.B.; resources,
C.M., F.B. and B.Z.; data curation, C.M. and F.B.; writing—original draft preparation, C.M. and F.B.;
writing—review and editing, B.Z.; visualization, C.M. and F.B.; supervision, B.Z.; project adminis-
tration, B.Z.; funding acquisition, B.Z. All authors have read and agreed to the published version of
the manuscript.

Funding: This research received no external funding.

Data Availability Statement: Data available on request from the corresponding author (due to
privacy reasons).



Polymers 2024, 16, 2630 18 of 19

Acknowledgments: The authors gratefully acknowledge the support provided by the University
of Palermo.

Conflicts of Interest: The authors declare that they have no known competing financial interests or
personal relationships that could have appeared to influence the work reported in this paper.

References
1. Pickering, K.L.; Aruan Efendy, M.G.; Le, T.M. A review of recent developments in natural fibre composites and their mechanical

performance. Compos. Part A Appl. Sci. Manuf. 2016, 83, 98–112. [CrossRef]
2. Ahmad, F.; Choi, H.S.; Park, M.K. A review: Natural fiber composites selection in view of mechanical, light weight, and economic

properties. Macromol. Mater. Eng. 2015, 300, 10–24. [CrossRef]
3. Koronis, G.; Silva, A.; Fontul, M. Green composites: A review of adequate materials for automotive applications. Compos. Part B

Eng. 2013, 44, 120–127. [CrossRef]
4. Campilho, R. Natural Fiber Composites, 1st ed.; CRC Press: Boca Raton, FL, USA, 2015. [CrossRef]
5. Mahboob, Z.; Bougherara, H. Fatigue of flax-epoxy and other plant fibre composites: Critical review and analysis. Compos. Part A

Appl. Sci. Manuf. 2018, 109, 440–462. [CrossRef]
6. Liang, S.; Gning, P.B.; Guillaumat, L. Properties evolution of flax/epoxy composites under fatigue loading. Int. J. Fatigue 2014, 63,

36–45. [CrossRef]
7. Liang, S.; Gning, P.B.; Guillaumat, L. A comparative study of fatigue behaviour of flax/epoxy and glass/epoxy composites.

Compos. Sci. Technol. 2012, 72, 535–543. [CrossRef]
8. El Sawi, I.; Fawaz, Z.; Zitoune, R.; Bougherara, H. An investigation of the damage mechanisms and fatigue life diagrams of flax

fiber-reinforced polymer laminates. J. Mater. Sci. 2014, 49, 2338–2346. [CrossRef]
9. Bensadoun, F.; Vallons, K.A.M.; Lessard, L.B.; Verpoest, I.; Van Vuure, A.W. Fatigue behaviour assessment of flax-epoxy

composites. Compos. Part A Appl. Sci. Manuf. 2016, 82, 253–266. [CrossRef]
10. Gassan, J. A study of fibre and interface parameters affecting the fatigue behaviour of natural fibre composites. Compos.–Part A

Appl. Sci. Manuf. 2002, 33, 369–374. [CrossRef]
11. De Vasconcellos, D.S.; Touchard, F.; Chocinski-Arnault, L. Tension-tension fatigue behaviour of woven hemp fibre reinforced

epoxy composite: A multi-instrumented damage analysis. Int. J. Fatigue 2014, 59, 159–169. [CrossRef]
12. Yuanjian, T.; Isaac, D.H. Impact and fatigue behaviour of hemp fibre composites. Compos. Sci. Technol. 2007, 67, 3300–3307.

[CrossRef]
13. Shahzad, A.; Isaac, D.H. Fatigue Properties of Hemp and Glass Fiber Composites. Polym. Compos. 2014, 35, 1926–1934. [CrossRef]
14. Fotouh, A.; Wolodko, J.D.; Lipsett, M.G. Fatigue of natural fiber thermoplastic composites. Compos. Part B Eng. 2014, 62, 175–182.

[CrossRef]
15. Towo, A.N.; Ansell, M.P. Fatigue of sisal fibre reinforced composites: Constant-life diagrams and hysteresis loop capture. Compos.

Sci. Technol. 2008, 68, 915–924. [CrossRef]
16. Shah, D.U. Damage in biocomposites: Stiffness evolution of aligned plant fibre composites during monotonic and cyclic fatigue

loading. Compos. Part A Appl. Sci. Manuf. 2016, 83, 160–168. [CrossRef]
17. Shah, D.U.; Schubel, P.J.; Clifford, M.J.; Licence, P. Fatigue life evaluation of aligned plant fibre composites through S-N curves

and constant-life diagrams. Compos. Sci. Technol. 2013, 74, 139–149. [CrossRef]
18. Katunin, A.; Wachla, D.; Santos, P.; Reis, P.N.B. Fatigue life assessment of hybrid bio-composites based on self-heating temperature.

Compos. Struct. 2023, 304, 116456. [CrossRef]
19. Guo, R.; Xian, G.; Li, C.; Hong, B. Effect of fiber hybrid mode on the tension–tension fatigue performance for the pultruded

carbon/glass fiber reinforced polymer composite rod. Eng. Fract. Mech. 2022, 260, 108208. [CrossRef]
20. Xian, G.; Zhou, P.; Bai, Y.; Wang, J.; Li, C.; Dong, S.; Guo, R.; Li, J.; Du, H.; Zhong, J. Design, preparation and mechanical properties

of novel glass fiber reinforced polypropylene bending bars. Constr. Build. Mater. 2024, 429, 136455. [CrossRef]
21. Wilt, J.; GangaRao, H.; Liang, R.; Mostoller, J. Structural responses of FRP sheet piles under cantilever loading. Sustain. Struct.

2023, 3, 8–9. [CrossRef]
22. Zuccarello, B.; Militello, C.; Bongiorno, F. Influence of the anisotropy of sisal fibers on the mechanical properties of high

performance unidirectional biocomposite lamina and micromechanical models. Compos. Part A Appl. Sci. Manuf. 2021, 143,
106320. [CrossRef]

23. Zuccarello, B.; Bongiorno, F.; Militello, C. Basalt Fiber Hybridization Effects on High-Performance Sisal-Reinforced Biocomposites.
Polymer 2022, 14, 1457. [CrossRef] [PubMed]

24. Zuccarello, B.; Zingales, M. Toward high performance renewable agave reinforced biocomposites: Optimization of fiber perfor-
mance and fiber-matrix adhesion analysis. Compos. Part B Eng. 2017, 122, 109–120. [CrossRef]

25. Bongiorno, F.; Militello, C.; Zuccarello, B. Mode I translaminar fracture toughness of high performance laminated biocomposites
reinforced by sisal fibers: Accurate measurement approach and lay-up effects. Compos. Sci. Technol. 2022, 217, 109089. [CrossRef]

26. Militello, C.; Bongiorno, F.; Epasto, G.; Zuccarello, B. Low-velocity impact behaviour of green epoxy biocomposite laminates
reinforced by sisal fibers. Compos. Struct. 2020, 253, 112744. [CrossRef]

https://doi.org/10.1016/j.compositesa.2015.08.038
https://doi.org/10.1002/mame.201400089
https://doi.org/10.1016/j.compositesb.2012.07.004
https://doi.org/10.1201/b19062
https://doi.org/10.1016/j.compositesa.2018.03.034
https://doi.org/10.1016/j.ijfatigue.2014.01.003
https://doi.org/10.1016/j.compscitech.2012.01.011
https://doi.org/10.1007/s10853-013-7934-0
https://doi.org/10.1016/j.compositesa.2015.11.003
https://doi.org/10.1016/S1359-835X(01)00116-6
https://doi.org/10.1016/j.ijfatigue.2013.08.029
https://doi.org/10.1016/j.compscitech.2007.03.039
https://doi.org/10.1002/pc.22851
https://doi.org/10.1016/j.compositesb.2014.02.023
https://doi.org/10.1016/j.compscitech.2007.08.021
https://doi.org/10.1016/j.compositesa.2015.09.008
https://doi.org/10.1016/j.compscitech.2012.10.015
https://doi.org/10.1016/j.compstruct.2022.116456
https://doi.org/10.1016/j.engfracmech.2021.108208
https://doi.org/10.1016/j.conbuildmat.2024.136455
https://doi.org/10.54113/j.sust.2023.000021
https://doi.org/10.1016/j.compositesa.2021.106320
https://doi.org/10.3390/polym14071457
https://www.ncbi.nlm.nih.gov/pubmed/35406330
https://doi.org/10.1016/j.compositesb.2017.04.011
https://doi.org/10.1016/j.compscitech.2021.109089
https://doi.org/10.1016/j.compstruct.2020.112744


Polymers 2024, 16, 2630 19 of 19

27. Zuccarello, B.; Marannano, G.; Mancino, A. Optimal manufacturing and mechanical characterization of high performance
biocomposites reinforced by sisal fibers. Compos. Struct. 2018, 194, 575–583. [CrossRef]

28. Zuccarello, B.; Militello, C.; Bongiorno, F. Environmental aging effects on high-performance biocomposites reinforced by sisal
fibers. Polym. Degrad. Stab. 2023, 211, 110319. [CrossRef]

29. Zuccarello, B.; Bartoli, M.; Bongiorno, F.; Militello, C.; Tagliaferro, A.; Pantano, A. New concept in bioderived composites: Biochar
as toughening agent for improving performances and durability of agave-based epoxy biocomposites. Polymers 2021, 13, 198.
[CrossRef]

30. Pantano, A.; Militello, C.; Bongiorno, F.; Zuccarello, B. Analysis of the parameters affecting the stiffness of short sisal fiber
biocomposites manufactured by compression-molding. Polymers 2022, 14, 154. [CrossRef]

31. Pantano, A.; Bongiorno, F.; Marannano, G.; Zuccarello, B. Enhancement of Static and Fatigue Strength of Short Sisal Fiber
Biocomposites by Low Fraction Nanotubes. Appl. Compos. Mater. 2021, 28, 91–112. [CrossRef]

32. ASTM D 3822; Standard Test Method for Tensile Properties of Single Textile Fibers. ASTM International: West Conshohocken, PA,
USA, 2001.

33. Agarwal, B.D.; Broutman, L.J.; Chandrashekhara, K. Analysis and Performance of Fiber Composites; John Wiley & Sons: New York,
NY, USA; New Delhi, India, 1998. [CrossRef]

34. Barbero, E.J. Introduction to Composite Materials Design; Taylo & Francis Group: New York, NY, USA, 1999.
35. ASTM D 3039; Standard Test Method for Tensile Properties of Polymer Matrix Composite Materials. ASTM International: West

Conshohocken, PA, USA, 2014.
36. Plumtree, A.; Melo, M.; Dahl, J. Damage evolution in a [±45]2S CFRP laminate under block loading conditions. Int. J. Fatigue

2010, 32, 139–145. [CrossRef]
37. Ye, L. On fatigue damage accumulation and material degradation in composite materials. Compos. Sci. Technol. 1989, 36, 339–350.

[CrossRef]
38. Kim, H.S.; Huang, S. S-n curve characterisation for composite materials and prediction of remaining fatigue life using damage

function. J. Compos. Sci. 2021, 5, 76. [CrossRef]
39. D’Amore, A.; Caprino, G.; Stupak, P.; Zhou, J.; Nicolais, L. Effect of stress ratio on the flexural fatigue behaviour of continuous

strand mat reinforced plastics. Sci. Eng. Compos. Mater. 1996, 5, 1–8. [CrossRef]
40. Mandell, J.F.; Reed, R.M.; Samborsky, D.D. Fatigue of Fiberglass Wind Turbine Blade Materials. American Society of Mechanical

Engineers, Solar Energy Division. 1992. Available online: https://www.osti.gov/biblio/10105798 (accessed on 1 August 1992).
41. Kawai, M.; Yajima, S.; Hachinohr, E.A.; Takano, Y. Off-Axis Fatigue Behavior of Unidirectional Carbon Fiber Reinforced

Composites at Room and High Temperatures. J. Compos. Mater. 2001, 35, 545–576. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.1016/j.compstruct.2018.04.007
https://doi.org/10.1016/j.polymdegradstab.2023.110319
https://doi.org/10.3390/polym13020198
https://doi.org/10.3390/polym14010154
https://doi.org/10.1007/s10443-020-09857-9
https://doi.org/10.1115/1.3157582
https://doi.org/10.1016/j.ijfatigue.2009.02.020
https://doi.org/10.1016/0266-3538(89)90046-8
https://doi.org/10.3390/jcs5030076
https://doi.org/10.1515/SECM.1996.5.1.1
https://www.osti.gov/biblio/10105798
https://doi.org/10.1177/002199801772662073

	Introduction 
	Biocomposite Materials 
	Green Epoxy Matrix 
	Natural Reinforcement 
	Manufacturing of the Biocomposites 

	Experimental Test Methods 
	Static Tensile Tests 
	Fatigue Tests 

	Analysis of Results and Damage Evaluation 
	Static Mechanical Properties 
	Fatigue Life 

	Comparison with Other Natural and Synthetic Fiber Composites 
	Conclusions 
	References

